. i Ç Dart Aerospace Ltd. 

O en Sënn CCC R 

User Linda Lacell | i 
is | Process Sheet 2 A / 


Customer ` CU-DARO01 Dart Helicopters Services Drawing Name : STEP WELDMEN 

Jot Number : 34027 

Estimate Number : 12577 

P.C. Number WA Part Number ` D3562042 

This Issue : 16/08/2007 S.O. No d, Drawing Number: D3562 UNDER REVIEW 


Prsht Rev. : NC Project’ Number : N/A ` 
First Issue i Ve: Type : LARGE FAB ASSY Drawing Revision : A La 


Previous Run : 33580 Material li: 
Written By : Due Date ` 09/09/2007 Qty: z Um Each 
Chucked & Approved By 
Coinment : Est RewA New Issue 06-11-09 JLM 
Additional Product 
— WOON 
Seq. #: Machine Or Operation: Description : 
1.0 D2622120C Extrusion 
Comment: Qty.: -1.0000 Each(s)/U /Unit Total: 5.0000 Each(s) SÉ deefe sa 
Qty Part # Description Batch: 
1 D2622-120C Extrusion 5 34 OCG 
Check Material for any Dents or Defects | ⁄ 
YM (Q l- Z. 9 Ç) 
2.0 D2734 206 Step Endplate 
Comment: Qt. 2.0000 Each(s) JUnit Total: 10.0000 Each(s) e 
Pick: 
Qty Part Number Description, Batch , 
2 D2734 End Cap 5 3Y YES e 
ST ~f0 x° > 
3.0 LARGE FAB 1 LARGE FABRICATION RESOURCE 1 
Comment: LARGE : FABRICATION RESOURCE 1 A ss Ke 
1-Cut D2622 extrusion as per Dwg D3562 A. m 97.10. 0 / E 
dt 6 
2-Deburr and bevel ends for welding Q : 9 d 


A Weld (1)end cap as Dwg D35628 QSI 0947 Tnspect for foreign objects-as Der as E 


Ap y wo EN AT ër 


Grind end cap weldsifish as per Dwg D3562 


Sage 1 Form: rprocess 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


x | 
Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / 


Prod Mar 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
QA: N/C Closed: Date: 
ER WORK ORDER NON-CONFORMANCE (NCR) 


ve Corrective Action Section B DEER 

Description of NC | — - — Verification | Approval | Approval 

DATE | STEP Section A | Initial Action Description Section C ChiefEng | QC Inspector 
: Chief Eng Chief Eng 


= 


+ 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevD 


‘Date:  * Thursday, 16/08/2007 11:32:44 AM 
User: Linda Lacelle 


Customer: CU-DAR001 Dart Helicopters Services 


Seq. #: Machine Or Operation: 


4.0 


Job Number: 34027 


Ob Number: 


5.0 QC9 


Co “VISUAL WELDING INSPECTION 
6.0 HAND FINISHING1 gic 


Comment: HAND FINISHING RESOURCE #1 


7.0 


8.0 03560042 


LJ 


Comment: Qty.: ` 1.0000 Each(s)/Unit Total: 
ARMWELDMENT Z 
9.0 D3560044 


Comment: Qty.: 10000 Each(s)/Unit Total: 
ARM WELDMENT 


10.0 MS20600AD4W5 


Comment: Qty.: 36.0000 Each(s)/Unit Total’: 
Blind Rivet I 
batch: 22/25 72 S 
11.0 SMALL FAB 1 


Comment: SMALL & MEDIUM FAB RESOURCE 1 


Comment: INSPECT WORK TO CURRENT STEP 


— Conversion Coat as per QSI 005 4.1 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION 


Process Sheet 
Drawing Name: STEP WELDMENT 


Part Number: 03562042 


Description : 
INSPECT WORK TO CURRENT STEP 


ET e 


CZ. ci éi g CO ks, 
INSPECT POWDER COAT/CHEMICAL CONVERSION 


im 


POTA 


VISUAL WELDING INSPECTION 


HAND FINISHING RESOURCE #1 


ARM WELDMENT 


5.0000 Each(s) it” 
= A 


ARM WELDMENT 


d 0000 Each(s) 


sn 234477 Z 09-10 2 Ç 


Blind Rivet 


27:10 2 (2 


180.0000 Each(s) 


SMALL & MEDIUM FAB RESOURCE 1 


Drill Rivet holes as per dwg D3562.Touch up alodine. 


de 0210.12 (2) 27-10 


Page 2 Form: rprocess 


Dart Aerospace Ltd 


WIO: WORK ORDER CHANGES 
Approval Approval 
DATE | STEP PROCEDURE CHANGE By Date Qty | chief Eng / 
i Prod Mar QC Inspector 
ee LA ee ere E TU | 
(Jet / ⁄ N Yy | Ö 77 
le KY ; 
zl 
Part No: PAR #: Fault Category: .. NCR: Yes No DQA: Date: 
QA: NIC Closed: Date:. 
NER: WORK ORDER NON-CONFORMANCE (NCR) 
DAT STEP Description of NC — Corrective Action - Sellen p : Verification | Approval | Approval 
ATE E Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date I 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevD 


Datz ' Thursday, 16/08/2007 11:32:44 AM 


User: Linda Lacelle : Process Sheet 
Customer: CU-DAR001 Dart Helicopters Services Drawing Name: STEP WELDMENT 
Job Number: 34027 I Part Number: D3562042 


Seq. #: Machine Or Operation: : Description : 


e? 


E 


Rivet legs using Magnabond as per dwg D3562. 
Ensure to wipe off any exess magnobond of the step 


AR  Magnabond 6398 Batch: 72 0 p PE ZL, SOL a 


Q. ei o” 70, 


120, "INSPECT WORK TO CURRENT STEP 
Mmmm... N Mi 
| Comment: INSPECT WORK TO CURRENT STEP Se S) fig ber (ES 
| 13.0 LARGE FAB 1 LARGE FABRICATION RESOURCE 1 HE 


ID ` 3 rHMIN 


Comment: LARGE FABRICATION RESOURCE 1 
1-Weld Remaining end cap as per Dwg D35628 QSI 004. Inspect for foreign objects as per QSI 0/4 Jo «fe 5 


AR — Aluminum Rod ZO 


| . end cap welds flush as per Dwg D3562 Af IT NO. ¿e Ks) 
140 VISUAL WELDINS INSPECTION 
Comment: ri a e n Wess Un SE? Bin = 
w. 


Comment: INSPECT WORK TO CURRENT STEP S 


16.0 POWDER COATING POWDER COATING eS — 
D zez — HNW 


Comment: POWDER COATING ⁄ 
Powder Coat White Gloss (Ref: 4.3.5.1) as per QSI 005 4.3 2⁄2 CRA 2 Y d O / 7 
17.0 HAND FINISHING‘ HAND FINISHING RESOURCE #1 


DI ` A 


Comment: HAND FINISHING RESOURCE #1 o 
Wing Walk as per Dwg D3562 and QS! 005 4.4 Z 


Batch: Z" (OS 69 Y PA OTON 


15.0 INSPECT WORK TO CURRENT STEP Dp 


2age 3 Form: rprocess 


WORK ORDER CHANGES 
A I 
oun | A reva 


Dart Aerospace Ltd 


PROCEDURE CHANGE 


HA bus oases EDIR ¿A 


D 
A 


DI 


NCR: Yes (No) DOA A) Date: _ (ANAIS 


Part No: PAR #: Fault Category: 
QA: N/C Closed: Date: 
NER WORK ORDER NON-CONFORMANCE (NCR) 3 
D ipti ENG SR Corrective Action ` ` Section B I Verificati A nia 
= Se a S e EE E 
Des m flection A cn I 
! ` mA = CAP Te remar fava chgedh| 57 d Q 
A) 472. Pa obser WAS berf Ve Z 
am me ake EHe |a Klean =? Z ders Lë a SEET 
CAS wee malo, O eld hale y Za | A Otra Es 
LO Hamman error ASTOS Y | 
x | , Es 
| Re ee henf EAS NY Ad, 
a 
Doi Alula CSI 6 


Pa 


L 
NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevD 


“Data : Thursday, 16/08/2007 11:32:44 AM ig 


User: i il 3 
ser Linda Lacelle Process Sheet 
Customer: CU-DAR001 Dart Helicopters Services Drawing Name: STEP WELDMENT 
Job Number: 34027 Part Number: D3562042 
ee (TL 
Seg. #: Machine Or Operation: Description : 
18.0 INSPECT POWDER COAT/CHEMICAL CONVERSION GM 
mmm -AN a 
Comment: INSPECT POWDER COATICHEMICAL CONVERSION A í O a =s j CH - =34 
19.0 PACKAGING 1 PACKAGING RESOURCE #1 
Comment: PACKAGING RESOURCE #1 — o 
Pick Assembly Kit AIM HJ 2 ei 
20.0 QC21 FINAL INSPECTION/W/O RELEASE 


Comment: FINAL INSPECTIONWIO RELEASE Í HI 


“iil a 


Page 4 Form: rprocess 


Dart Aerospace Ltd 


WIO: WORK ORDER CHANGES 
DATE PROCEDURE CHANGE By | Date | Qty Ee Approval 
S Prod Mar QC Inspector 
A i 
Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) E WW 


E Corrective Action Section B 7 š `+ 
Description of NC - Verification | Approval | Approval | : 
DATE: STER Initial Action Description Sign & Section C Chet Eng ees 


Section A | 
I Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 
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Aw 
a” 


y OU) IDVAISOYIV LAVO WO) NOISSINYIA NILLIJM LNOHLIM NOSY3d YIHLIO ANY OL G3LVOINNWNOD MO 
Q3ld0D YO ISOJBNA ANN 3903 03SN 38 OL LON SI Lt IVH] NOILLIONOO SSIYAX3 JHL NO 0IIMIAANS SI ONY IWLUN3OIÍINOD ONY 3JIVAISA SI ANSWADOG SIHL 


OU) 3DVISOYIV 1YWO AQ 9007 O vu6u/Xdoo 


ROUND CORNER OF EXTRUSION TO 
MATCH BEND RADIUS a END PLATE 


8 1.00 


NOTE: ALL WELDS SHALL BE 100% — Cep 5 
VISUALLY INSPECTED BY A 


| QUALIFIED INSPECTOR PER 
e DART QS! 004 


D2734 END PLATE 
(TYP 2 PLACES) 


NOT TO SCALE : 


D3562-1, D3560-043 ARM WELDMENT (FOR D3562-041, SHOWN) š 
MAKE FROM OR D3560-044 ARM WELDMENT (FOR D3562-042, OPPOSITE) 


EXTRUSION 02622 : 
D3560-041 ARM WELDMENT (FOR D3562-041, SHOWN) o > 
OR D3560--042 ARM WELDMENT (FOR 03562-042, OPPOSITE) 


< 
APPLY BLACK i 
ANTI-SKID ON 7 
TOP SURFACE D2808 SPACER, 
TO BOTTOM 
OF TOP RADIUS 


EI 
O3JAD3HO 


GL LO 00 

92°60°90 

1 d. 
U3AOYAAV 


DL OO 0 


PRESS FIT AFTER POWDER COAT ON 
OPPOSITE SIDE (2 PLACES) ` 


DL 90 /0 ` 


iii) BLACK ANTI—SKID PAINT PER DART QSI 005 4.4 
5) ALL DIMENSIONS ARE IN INCHES 


"A2 


—— kas. (n ə 
zl> |z 3 £ 
FWD REFER TO STEP O zu [mia = 
Siz |=] 3 
END DETAIL 7) H 
— > z 
z z |2|2 1 9 
TRANSFER DRILL #30 o C [m 
MEASURED BEFORE END CAPS WELDED IN PLACE INSTALL MS20600AD4WS5 D É im = z a 
RIVET (32 PLACES), SE m š 
DEBURR &ZTOUCH UP HOLES - |= < SE? 
D3562-041 LH STEP ASSEMBLY (SHOWN) WITH CHEMICAL CONVERSION > |m 2 mn 
D3562-042 RH STEP ASSEMBLY (OPPOSITE) | COAT BEFÓRE RIVETING S m 2 
e Ke D 
1) TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED o ° O 
2) INSTALL ARM WELDMENTS WITH A LAYER OF MAGNOBOND 6398 BETWEEN THE ARM WELDMENT AND STEP EXTRUSION. © Z a SA 
FILL ANY TOOLING HOLES WITH MAGNOBOND 6398. CLEAN OFF EXCESS BEFORE POWDER COATING. Kai o 2 0 
3) WELD PER DART QSI 004 ‘ ' QN Om o> 
4) FINISH: f Ka Pa o° O 
i) CHEMICAL CONVERSION COAT STEP EXTRUSION PER DART QSI 005 4.1 BEFORE ASSEMBLY o v|? SP) 
ii) POWDER COAT ASSEMBLY GLOSS WHITE (4.3.5.1) OR GREY SANDTEX (4.3.5.6) OR BLACK SANDTEX (4.3.5.7) y = > 
OR GREEN SANDTEX (4.3.5.8) PER DART QSI 005 4.3. TOUCH UP ANY UNFINISHED MAGNOBOND WITH PAINT PER ~ < zl 
DART QSI.005 4.2 > e 
Š 
09] 


Bd 
m 
a 
° 
a 


9 


